а 
+ < 
Work Order ID 48122 II Page 


June 26, 2009 11:04:58 AM | | 

(р Уа ІШІШІІШІШІЛІ зе» s= ГИ! 
Revision ID: H A 
Item Мате: Añ Tube Assembly 1 sep ЇЇ 


Нет ID: D3391-025 


Start Date: — 15/07/2009 Start Qty: 1.00 ГІШ Cust Нет ID: 
Required Date: 03/08/2000 Req'd Qty: 1.00 ІІІ Customer: 
Reference: 

= | Run zer ІІІ 
Approvals: Process Plan: ` Рае: 7 Tooling: Е Date: 

Stop 
qc: Date SCO De III 

Sequence ID/ MEM Operation E MM Set Up/ Draw | Draw Plan -Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
! Draw Nbr Revision Nbr | 


jD391 ____" Кен | EE 


e 0.00 
ІШІ ІШ MORI SEIKI CNC LATHE LARGE Ei 


Mori Seiki Мето 0.00 


Mori Sekt СМС Lathe Large Turn as рег Еопо ЕА599 Кеу: & Dwg 03391 Rev: 


110 QC2- Inspect parts off machine FAI/FAIB 0.00 / 
ШІП 

QC Memo 0.00 
Quality Control 

120 0.00 

III ІШІШІІ HAAS СМС VERTICAL MACHINING #1 

HAAS 1 Мешо 0.00 


HAAS СМС vertical machine #1 1-Масћпе as per Folio ҒА 599 Rev: & Dwg 03391 Rev: (12-Deburr 


5 £ 


< 


"Work Order ID 48122 
June 26, 2009 11:04:58 AM 


Item ID: D3391-025 
Revision ID: H 


Item Name: Aft Tube Assembly 


Start Date: 15/07/2009 
Required Date: 03/08/2009 


Start Qty: 1.00 
Req'd Qty: 1.00 


Reference: 


Accept 


ШШ 
ШШ 


Process Plan: ç 


QC: 


Approvals: ` 


_ Date: 


| Date ___ 


Operation 
Description 


Sequence ID | 
Work Center ID 


130 
ШІП 
OC 


Quality Control 


Memo 


140 


ПН 


Quality Control 


Memo 


150 


III 


idtubes 
Skidtubes 


Skidtubes 


Memo 


ОС8- Inspect parts - second check 


QC2- Inspect parts off machine FAI/FAIB 


0.00 


0.00 


Page 2 


HM AR TAA seee ze ШІ 
so ШІП 
Cust Item ID: 
Customer: 
E 2. Run Start ШИ 
.. Tooling: ВИЙ Date 
Stop 
SPC (Y/N): Date ВАА 
‘Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Кип Hours Number Rev. Code Qty Qty Number Stamp 
0.00 я 
0.00 7 


/ 


|-Drill ( PILOT HOLE) aft cap holes рег Dwg 03391 using 078803 


4 £ 


` 


Work Order ID 48122 
June 26, 2009 11:04:58 AM 


Accept 


Item ID: D3391-025 

Revision ID: H 

Item Name: Aft Tube Assembly 

Start Date: 15/07/2009 Start Qty: 1.00 III III 

Required Date: 03/08/2009 Req'd Qty: 1.00 || 

Кегегепсе: 

Approvals: Process Plan: Date Tooling: 
D" Date SPC (Y/N): 

Sequence 10/ | Operation WW Set Up/ 

Work Center ID Description Run Hours 

160 0.00 

ШШШ РАС РАНИ 

СМС Bend 1 Memo 0.00 


CNC Delta 100 Bender Form as per Dwg D3391 Using Bend Prog 3391025 


170 
ШШШ 
OC 


М 0.00 
Quality Control E 
180 0.00 
ШАШУ Skidtubes 
Skidtubes M T 
Skidtubes 1-Open Aft cap pilot hole to .208" as per Dwg 03391: .2-Drill float bag holes 


using DT8809 as рег Dwg D3391(Holes marked "A" Only.: : 


Ill!!! ББ ТІ! 


Разе 3 


ГІШ 


Cust Пет ID: 


Customer: 
Run Start IL 
Date: . Gs 
Sto 
EE _ a TTA 
Draw Draw Plan | Accept Reject Reject Insp. 
Number Rev. Code Qty Qty Number Stamp 


/ 


ОС5- Inspect part completeness to step on W/O 0.00 / 


d 


3-Drill wearplate 


holes as рег Dwg D3391 using DT8878(Mid Tube) & DT8217 Wearplate Jig 


. *****Do Not Open To Finished Size*** 


2 


Work Order ID 48122 III: Page 4 


June 26, 2009 11:04:58 AM 


С SES lll! зеге seere II 


Revision ID: H 


Hem Name: AN Tube Assembly so ЇЇ 


Start Date: 15/07/2009 Start Qty: 1.00 ІШ Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 1.00 || Customer: 
Reference: 

ШЕ ss асады ше зан II 
Approvals: Process Plan: Date: 7 Tooling: KE Date: 

ФС... Dale LL SEO ate, NE I 
SequenceID/ — Operation — |^. Set Up/ Е Draw — Draw Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
190 ОС5- Inspect part completeness to step on W/O 0.00 Ka 
ШІШ 
qc Memo 0.00 


Quality Control 


200 Chemical Conversion Coat рег О$1005 4.1 0.00 V. 
ШІП 


HandFinish Memo 0.00 
Hand Finishing 


210 QC3- Inspect Part Finish 0.00 Z 


III 


Quality Control 


Memo 0.00 


+ 


Work Order ID 48122 ШШШ! Page 5 
Јипе 26, 2009 11:04:58 АМ 221. mE | | 

Мет 10: D339L025 ER 00000 ѕсеор зе (III 
Revision ID: H 


Hem Name: ` ЛА Tube Assembly әр ШІЛ 


Start Date: 15/07/2009 Start Qty: 1.00 ІІ ||| Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 1.00 ТШ Сизютег: 
Reference: 
— Б атты Run Stare HAN 
Approvals: Process Plan: Раш Т Tooling: Date: 

QC: д __ Паш SPC(Y/Ny x: == DI pete di [ШЇ [| 
Sequence ID/ o Operation mE | Set Џр/ | Draw Draw Plan ` Accept _ Reject Reject | “Insp. a 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
220 0.00 
ІШІ! а | | 
Skidtubes Memo 0.00 
PS Batch]; 1248 пер, date ДОЗА eure time 12м as per 0510015 fosse 


--- 


230 ОС5- Inspect part completeness to step on W/O 0.00 Nen ` l, ( < 

— a 
ШШШ = (о 72,64 EO 
ос 0.00 


Мето 


Quality Control 


240 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Ашт 0.00 
Powdercoat Memo 0.00 
Powder Coating : START TIME: 2.000 Y OVEN TEMPERATURE: 


32092 .IFINISH TIME: 


Work Order ID 48122 


Јипе 26, 2009 11:04:58 АМ 


Пет ID: D3391-025 

Revision ID: H 

Item Name: Aft Tube Assembly 

Start Date: 15/07/2009 Start Qty: 1.00 UNI 

Required Date: 03/08/2009 Req'd Qty: 1.00 ІШІ 

Reference: 

Approvals: Process Plan: uL Date: ` 
о: Расе: 

Sequence D Operation 

Work Center ID Description 

250 QC3- Inspect Part Finish 

ШШШ 

ОС Мето 

Quality Control 


GËT 


HandFinish 
Hand Finishing 


270 


ІШІПТІ 


Quality Control 


HandFinishing 


Memo 


1-Install inserts as per Dwg D3391 
D3391(1A/ R Sikaflex-241/-291 
date: / 


QC5- Inspect part completeness to step on W/O 


Memo 


ПІШІШІШІ 


Равеб ` 


EN ШИПИН NI 


Сив( Item ID: 
Customer: 


___ Tooling: Date: 


SPC (Y/N): er Date: 


әр WII 


ша Sar ILL 
ШІП 


Set Up/ |^. Draw 
Run Hours Number Rev. 
0.00 


0.00 


0.00 


0.00 


í 12-Install Aft Cap as рег Dwg | 
E Sikaflex expiry 


0.00 
P = Шы 
0.00 


| Draw Plan 


| Reject Reject ` Ins. — | 
Qty Number Stamp 


oF ы. 32 ov - 48 © 


` Work Order ID 48122 
June 26, 2009 11:04:58 AM 


Item ID: D3391-025 
Revision ID; H 
Item Name: Aft Tube Assembly 
Start Date: 15/07/2009 Start Qty: 1.00 
Required Date: 03/08/2009 Req'd Qty: 1.00 
Reference: 
Approvals: Process Plan: = — 

QC: 
Sequence ID/ Operation 
Work Center ID Description 


Date: 2. 


Date: 


Ili sene sens | О 


Ассері 


Tooling: 


__ SPC (Y/N): 


| Set р/ 


280 Identify as per dwg & Stock КҮТІМДІ 


Packaging Memo 


Packaging 


ИН 
OC 


Quality Control 


Memo 


5 
-5/ 


3/ 


QC21- Final Inspection - Work Order Release 


Run Hours 
0.00 


0.00 


0.00 


0.00 


Cust Item ID: 


Customer: 


.. Date: 
| | Date _ 


Draw Draw Plan 
Number Rev. Code 


Page 7 


e — TIAM 


Run zer NIE 
ШТІ 


Reject Reject un Insp. 
Qty Number Stamp 


Е Picklist Print | Page 1 
Јипе 26, 2009 11:04:57 АМ 

Work Order 10: 48122 ШИ 

Parent Item: — D3391-025RevH ШЇЇ 


Parent Нет Мате: АН Tube Assembly Start Date: 15/07/2009 Required Date: 03/08/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ | Replacement | Mfg/ Bin Primary | Last Route Unit of. Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
AN960CIOL = | Purchased No Б 100 Басһ 0.0000 10.0000 ССС 
И OU 

ћ 
A ы: 090КеуА Мо 220 Еасһ 0.0000 1.0000 


Cnc TT MN ІШІ! 


LUMINUM EXTRUSION 


ALS4-1032-130 hased No 260 Each 0.0000 140000 
Ili ІШІ 
nsert 

, d ALS4-1032-225 Purchased No 260 Each 0.0000 12.0000 
ПП Ш m 
а Purchased No 260 Each 0.0000 6.0000 
RH ІШІ 
Se C5A Purchased No 260 Each 0.0000 4.0000 
TUNE ІШІ 
026468 Manufactured No 260 Each 0.0000 1.0000 
ПІ ІШІ 

Manufactured № 260 Басћ 0.0000 1.0000 

ГІТ Т ІШІ 
Di se M No 260 Each 0.0000 1.0000 


wn о ІШ 


Wearpad 


. Picklist Print 

June 26, 2009 11:04:57 AM 

Work Order ID: 48122 

Parent Item: D3391-025RevH 

Parent Item Name: Aft Tube Assembly 
Comments: 

Component Item ID/ Replacement Mfg/ 
Item Name Item ID Purch 


D3553-IRevA | Manufactured 


я 


asket 
D3553-3Rev 


Gasket 
D3670-4-200RevA 


Imut ` 


айық біш 


DCD TTT IO 


Рћепоћс М/азћег 


June 26, 2009 11:04:57 AM _ 


(ІШІ! 


HAE ІІІ 


Bin Primary Last Route 


Item Location Location Seq ID 
No ел оке 260 
Мо 260 
Мо 260 

260 


Раве 2 


Start Date: 15/07/2009 Required Date: 03/08/2009 
Start Qty: 1.00 quid Qty: 1.00 


Unit of 


` Qty on 


Measure Hand 


Each Е 


Ғасһ 


Еасћ 


Еасћ 


Shop Packet Prit 


~ Remaining | Qty Date Status 


Qty То Pick Issued Issued 


= 0.0000 


0.0000 


0.0000 


0.0000 


10000 


1.0000 


ІШІ 


4.0000 


2.0000 


` Page 2 


Pate: Friday, 22/05/2009 8:59:54 АМ 
User: Julie Dawson 
Process Sheet 
Customer 222: CU-DAR001 Dart Helicopters Services Drawing Name : AFT TUBE ASSEMBLY 
Job Number : 48122 
Estimate Number : 10699 А 
Р.О. Митбег : Part Number : 03391025 
This Issue : 2205/2009 5.0. Мо. : Drawing Number : 03391 REV H 
Prsht Rev. : NC Project Number : МА 
First Issue : 11 Туре : SKIDTUBES Drawing Revision : H 
Previous Run : 48121 Material : Z 
Written By : | Due Date : 28/05/2009 Qy: , 1 Um: Еасћ 
Checked 8 Арргоуед Ву = : > . à; 
Comment : Est Rev В 06-02-07 ECN773dwgrev.D ЕС 


EstRev:C 06-03-28 Update Manuf. Instructions ЛМ 


estrev D 07.03.20 revF dwg EC 
estrev Е 07.11.07 гем G dwg есп 1053p ЕС verified by: 
DD ` 


Est Rev:F 07-11-13 ЕСМ 1056 DD verified by: ЕС 
Est Rev:G 08-09-10 теуН as per dwg DD verified by:EC 

Est Rev:H 09-04-08 Added OCH at Lathe as per NCR 09-028 : ч 
JLM Verified By:DD | 


Additional.Product 


Machine Or Operation: | Description ` 


qu D6014090 С” 77 ALUMINUM EXTRUSION ^s ` 


| || | 


Comment: Qty: 1.0000 f(s)/Unit Total: 1.0000 f(s) 


EE , 
жж SKS "on zu 


ALUMINUM EXTRUSION . 

Pick: so | $a 

Qty Рай Number Description Batch о es 

1 D6014000 Extrusión . £ $2208  ) А | 
Identify аз 03391-3 f | (a D O24 


MORI SEIKI MORI SEIKI CNC LATHE LARGE 


Comment: MORI SEIKI CNC LATHE LARGE 
Тит as per Folio ҒА599 Реј & Dwg 03391 Rev: tt ` У 
INSPECT PARTS AS THEY COME OFF MACHINE - 


Comment: |МЗРЕСТ PARTS AS THEY COME OFF MACHINE Же! 03.06.02 


Page 1 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 
Qty | Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: _ Disposition: QA: N/C Closed: = Date: 
—— 


WORK ORDER МОМ-СОМҒОНМАКСЕ (NCR) 


| E Corrective Action ` Section B ЕЕ 
Description of МС — - — - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
| Chief Eng Chief Eng Date 


NOTE: Date 4 initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Епдау, 22/05/2009 8:59:54 АМ 
Julie Dawson 


Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: AFT TUBE ASSEMBLY 


Job Number: 48122 Part Number: D3391025 


Machine Or Operation: Description : 
SECOND CHECK 


WI ШІП. 


Commoht: SECOND CHECK 
HAAS1 HAAS СМС VERTICAL MACHINING #1 


Comment: HAAS 


1-Machine as per Folio FA 599 Rev: ““ & Dwg 03391 Rev: NN _ y^ A 
š а 270427 


2-Deburr 
INSPECT PARTS AS THEY COME OFF MACHINE 


2 
ІШІ na ТІ Sal 


Comment: INSPECT PARTS AS THEY COME OFF MACHINE 
SECOND CHECK 


II 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1 
1-Drill ( PILOT HOLE) ай cap holes рег Dwg 03391 using DT8803 Зи 924-222 
BENDING BENDING MACHINE - SKIDTUBES 


Ш || 


Comment: МС Bender 
Form as per Dwg D3391 Using Bend Prog 3391025 D и Sech d Que 


INSPECT WORK TO CURRENT STEP 


LLLI {2 #45 


Comment: INSPECT WORK TO CURRENT STEP 
SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


Page 2 


Comment: | ANDING GEAR RESOURCE 1 
1-Open Aft cap pilot hole to .208" as per Dwg D3391 


2-Drill float bag holes using DT8809 as per Dwg D3391(Holes marked "A" Only. 


3-Drill wearplate holes as per Dwg D3391 using DT8878(Mid Tube) & DT8217 Wearplate Jig . 
*****Do Not Open To Finished Size***** 


Form: rprocess 


Dart Аегозрасе Ltd 


r— 


W/O: 
E STEP 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 
Qty | Chief Eng / Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: МСН: Yes Мо БОЛ: Date: 


Resolution: ` Disposition: _ QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC — Corrective Acon | 2530190 B - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
| Chief Eng Chief Eng Date A 


Z iV Та eQ 5 weve фи Lac Dec A МА Dat bng holes 5 Por 
O 4407 dro moch Ауы fle + Ct. Әм, VOT /Aca-toaa s ol 4h 


“5%, Ws kot positioned aowvec Hy, ALD са је holes „Añ сар halos 
ии ace tp toh Le. 


NCR: 


DATE 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE d 


Date: . Епдау, 22/05/2009 8:59:54 АМ 


| User: . Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: AFT TUBE ASSEMBLY 


| Job Number: 48122 Part Number: D3391025 


Machine Or Operation: ; Description : 


4-Drill Wearshoe holes as per DWG D3391 using DT8939 locating from 2 previously drilled aft wearplate 
holes. К 


5-Open wearplate holes to 0.250" and c'bore аз рег dwg 03391 TIC 47 


6-Ореп up all wearshoe , wearplate to 0.297"and float bag holes to 0.328" as per Dwg 03391. 


7-Deburr 


INSPECT WORK TO CURRENT STEP 


5 


: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Acid etch and Alodine as per QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


3 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
D36704200 SPACER 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 


ma D Ч DM uy 1-27 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


ІШІ Hui 


Comment: | ANDING GEAR RESOURCE 1 
Instal spacers as per dwg D3391 


a | паа 
AR Magnabond 6398 Batch: 
exp. date: 10 797^ | У бү 7-6 


cure time 12hrs as рег 0510015 


Page 3 Form: rprocess 


Dart Аегозрасе Ltd 
| wo: WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: МСН: Yes Мо ООА: Date: 


d Resolution: == | Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 
DATE | STEP 


Description of NC = Сопесцуе Action = Section’ ___ Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries | 


HMFORMS'Quality Assurance\approved QANCRW O RevE m 


Date: . Friday, 22/05/2009 8:59:54 AM 
| User ` Julie Dawson 


Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: AFT TUBE ASSEMBLY 


Job Number: 48122 Part Number: D3391025 


Machine Or Operation: Description : 
INSPECT WORK TO CURRENT STEP 


5 
ШІ 


Commept: INSPECT WORK TO CURRENT STEP 
POWDER COATING POWDER COATING 


LIU eres ІШІ 


Comment: POWDER СОАТМС 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 


START TIME: Z: Сбор 


OVEN TEMPERATURE: 3 То EE 
FINISH TIME: 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


р 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Aft Cap 
Pick: 
Qty Part NumberDescription Batch 


1 D2646 АңСар (4 40322 


035371 


гр 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
WEARPAD 
D35377 Wearpad 


Comment Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


Wearpad т 20 
035531 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Gasket i 


Page 4 Form: rprocess 


Dart Аегозрасе Ltd | 
W/O: WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Approval 


Prod Mar QC Inspector 


| Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


ics. Corrective Action Section B TE 
Description of NC — - — - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
. Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Date: , — Friday, 22/05/2009 8:59:54 АМ 


| User: ‘ Ate Dawson Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: AFT TUBE ASSEMBLY 


Job Number: 48122 Part Number: D3391025 


асћте Or Operation: Description : 
D35533 Gasket 


Comment Qty: 1.0000 ^ 5 Шай Total: 1.0000 Each(s) 


D36721 Phenolic Washer 


Comment: Qty.: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 
PHENOLIC WASHER. ($417 524 
ALS41032130 


Comment: Qty: 14.0000 Each(s)/Unit Total: 14.0000 Each(s) 
INSERT ` 
batch:_ 1105) \ 
ог equivalent рег 
951017 
ALS41032225 


Comment: Qty.: 12.0000 Each(s)/Unit Total: 12.0000 Each(s) 
INSERT 
or equivalent 
Per QSI 017 (ГОС 
АМЗСАА 


Comment: Qty.: 6.0000 Each(s Unit Total: 6.0000 Each(s) 
Bolt 
Pick: 
Су Рай Number ` Description Batch 
2 AN3C4A Bolt d 
AN3C5A 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
Bolt АЛ Í 3 


Раде 5 Form: rprocess 


Dart Аеговрасе Ltd 


МОНК ORDER CHANGES 


W/O: i 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: МСН: Yes Мо ООА: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC — corrective EEN - SES = - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


NCR: 


DATE 


HMFORMS Quality Assurance\approved QAWCRWO RevE SE У 


Date: . Friday, 22/05/2009 8:59:55 AM 


e ш Julie Dawson Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: AFT TUBE ASSEMBLY 


Job Number: 48122 Part Number: D3391025 


асһіпе Or Operation: Description : 
AN960C10L 


( 


Comment: Qty: 10.0000 Each(s)/Unit Total: 10.0000 Each(s) 
Inventory 
Pick: 
Qty Part Number Description ` Batch 


2 AN960C10L ^ Washer Muzilo 


HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: SMALL & MEDIUM FAB RESOURCE 1 
„77 1-Install inserts as per Dwg 03391 


„77 2-Install Aft Cap as рег Dwg 03391 


AIR зкаћех-241/-291 _ NA 112.3 Á 


бікаһех expiry даје: 


OCH 


Comment: INSPECT WORK TO CURRENT STEP 
PACKAGING 1 PACKAGING RESOURCE #1 


ШІ 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 
0621 FINAL INSPECTION/W/O RELEASE 


int: FINAL INSPECTION/W/O RELEASE 


INSPECT WORK TO CURRENT STEP 


Page 6 Form: гргосеѕѕ 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 
Approval 
PROCEDURE CHANGE НЕ, iu alui 


STEP 


Part No: PAR tt: Fault Category: МСН: Yes Мо ООА: Date: 


Resolution: _ Disposition: QA: МС Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


КЕР Corrective Action Section B en 
Description of NC — - — - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 
| NOTE: Date & initial all entries | 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE ` 
К 


DART AEROSPACE LTD 


Work Order: [HX12-7— — | 
Gu =s 
Description: Float Skidtube (412 Part Number: | ___03391-3 __ | 
K w sssi 
Rev: H 21 FPagelofl 


FIRST ARTICLE INSPECTION CHECKLIST 


[x | First Article [| Prototype 


Drawin Actual 
Я Tolerance Method of Comments 
Dimension Dimension Inspection 
Lathe Section 


LOOR БЕРДЕН (ЕНІН NR ses 
| 580 | vom | ос | — | | 
280 


N 


| Inspection Dwg: 03391 


k 88.93 +/-0.030 
@3.750 +/-0.010 


30“ x 160" 
сћаттег 1907 EN 


ИШЕ 
| у =, 
Wari = 
ЕЕЕ ss 
ғ ғының ss 
Жезді ай БАШИР! 


Audited Бу: 


g | | 
0.200 пи 
7500 | +0010 “7 SOO | | 
27.750 | «0000 |37. 7| | 
31750 | +50010 |3/.70| | 
35250 | +50010 (30.205 | | 
3.300 | +0010 (5 220| | 
3520 | «000 [2.720 | | 
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SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 
FWD TUBE ASSEMBLY 


D3566-13 GASKET 
REF 
D3564-13 
WEARSHOE 
REF 


A 


TRANSFER DRILL THRU 
03391-011 OPEN TO 


@0.438:0000 


М527039С4-12 SCREW 
03672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION ОР D3391-015 
WEARSHOES 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D3566-1 GASKET 


a D3566-5 GASKET 
EH РГН Aa, 


АМЗСАА BOLT (1) 
АМ960С101. WASHER (1) 


4PL 
АМЗСВА BOLT (1) 
AN960C10L WASHER (1) 
2PL 


Cans 


дучу OL LX 


VA 
YLNOONN 


INIONS 


ZA 


ато 
кача: 
O1 Nand 
AdOO 4085 


ñ 


= 
£ 
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д 
от 
с 
= 
CH 
m 
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INIWAN 
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D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


041 


ary PART NUMBER DESCRIPTION 


x 03391-041 FLOAT SKIDTUBE ASSEMBLY 


533911 _ 7 | РМОТИВЕАЗБЕМЊУ ____ 
03391-013 | МЮ TUBE ASSEMBLY 
03391-015 i AFT TUBE ASSEMBLY 


WEARSHOE 
—____МЕАЕ5НОЕ 
WEARSHOE. 
GASKET 
GASKET 
BUSHING 


03672-3 


WASHER 


жаса вог S 
AN3C6A 


TM “BOLT. 
АМЗС?А BOLT 
ANS60C 100 


WASHER 
MS27039C4-12 


SCREW 
ANS60C 4161. WASHER 


M... 03566-1 


03564-1 
WEARSHOE 


D3564-5 


AN3C4A BOLT (1) 
WEARSHOE 


AN960C10L WASHER (1) 
20 PL 


АМЗСбА BOLT 


AN960C10L WASHER 
6PL 


АМЗСТА BOLT 


AN960C10L WASHER 
8PL 


D3391-041 ASSEMBLY 


GENERAL NOTES 


1) 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3* AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 


LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH MEK DEGREASER. 


TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 


USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. i 


D3553-3 
GASKET 

xcd REF 
D3537-7 


WEARPAD 
REF 


D3553-1 
GASKET 
WEARSHOE REE 
D3537-1 


AN3C6A BOLT 


АМ960С101. WASHER 
4 PL 


DRAWING UPDATED ТО CURRENT STANDARDS. 


SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 @0.438 DIM 

WAS 4 PL. ADDED (00.499 DIM AND 03591-1 BUSHING. д 08.08.20 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM Mis 
WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. 

(FOR FURTHER INFO SEE 051 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
DC 07.07.31 
LIED 


FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
ADD SS WEARSHOE, GASKET 
REMOVE FWD SADDLE HOLE -011/-021 


CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE 
LENGTHEN AFT EXTENSION 

DRAWING UPDATES 
NEW ISSUE 


SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
07.01.18 


DESCRIPTION 


joesicn | PH | DART AEROSPACE USA, INC 
DRAWN AJS PORT HADLOCK, WA 
сезе ee [шее 

kee ag | "A | 03391 
[Proveo | ARA, Tse 


REV. H 
SHEET1 OF 8 


SCALE 
DEAPPR. | - |412 FLOAT SKIDTUBE NTS 
DATE COPYRIGHT € 2005 BY DART AEROSPACE USA, INC 
08.08.20 


THiS DOCUMENT (Š PRIVATE AND CONFIDENTIAL AND tS SUPPLIED ON THE EXPRESS CONDITION THAT IT (5 
NOT TO RE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA INC. 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-021 A 
FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
TRANSFER DRILL THRU 3391-023 Е Шанды 03391-025 
03391-021 ОРЕМ ТО MID TUBE ASSEMBLY 
0.438.000 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 0.499 
AND INSTALL D3591-1 BUSHING 
D3566-13 GASKET 


D3553-3 
GASKET 
МР udi КЕР 
ВЕР | 
1 САЗКЕТ 
D3564:13 D3566-1 GASKE 
WEARSHOE 


B D3566-5 GASKET 
REF 


036681 == D3537-7 
GASKET D3553-1 WEARPAD 
GASKET REF 
AN3C4A BOLT WEARSHOE id 
C10L WASHER РУР D3597-1 
22 WEARPAD 
WEARSHOE 

9% AN3C6A BOLT АМЗСВА BOLT ANSEOGIOL WASHER РЕР 

CL AN960C10L WASHER D3564-5 AN3C4A BOLT AN960C10L WASHER 
: 2PL WEARSHOE AN960C10L WASHER ` 6 PL 


4PL 
AN3C7A BOLT 
20 PL 


АМ960С101. WASHER 
8 PL 


n 
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D3391:043 ASSEMBLY 
3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
= 28391.043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


зам 


GENERAL NOTES 
E ТРАКТ NUMBER DESCRIPTION w ms P sk жасай 


x 391-043 


FLOAT SKIDTUBE ASSEMBLY 1) FINISH: 
03301021 7 |FWO TUBE ASSEMBLY 
, D3391-023 MID TUBE ASSEMBLY 
+ D3391-025 AFT TUBE ASSEMBLY 


CHEMICAL CONVERSION COAT PER DART 051 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
035643 __ . | WEARSHOE 
D3584-5 SR WEARSHOE _ 


ELEASE 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS р 
EE =. OFF POWDER COATING WITH МЕК DEGREASER. 

eee. тт 25 : TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

BUSHING UNITS: INCHES UNLESS OTHERWISE NOTED 


USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
Е ылы pt FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
— ae 8 ee КЫ WHERE INDICATED. 


'03564-1 WEARSHOE 
D3564-3 


DART AEROSPACE USA, INC 
DRAWN PORT HADLOCK, WA 

DRAWING NO. REV. H 
D3391 5НЕЕТ2 OF 8 

[APPROVED | 


DE APPR. 
DATE 


TITLE 
H 412 FLOAT SKIDTUBE 
COPYRIGHT Ф 2005 BY DART АЕКОЗРАСЕ USA, INC 
08.08.20 


тиб DOCUMENT IS PRIVATE AND CONFIDENTIAL ANDIS SUPPLIED ON THE CXPREGS CONDITION THAT IT IS 
NOT tO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATLD 70 ANY OTHER PERSON WITHOUT 
“WRITTEN PERI SION FROM DART AEROSPACE L54, ING. 


азмок ЗОНА 


INSAAGNSUAV ој. Lodfans 
AdO dH TIOXLLNOONÍI 


30.1 


DIST TO CENTER OF BEND 


ома мом 


OL ма 


(МАКЕ FROM 06013-047 SKIDTUBE MATERIAL) 


AdOO dOHS 


03391-1 CUTTING DETAIL 


SECTION А-А 
SCALE 2X 


13° REF 


13.0 
REF DISTANCE TO 
TANGENT POINT 


D3391-011/-021 BENDING DETAIL. 
(MAKE FROM D3391-1) 


R0.031 3.300000 


-0.000 
63.750 
ВЕР 


$ 5000025 23.460 


-0.010 
93.460 (83.750 
ВЕР 


0.040 
== || 0.68720 | —| | 14200 


SECTION В-В БЕСТІОМ С-С 
SCALE 2X 


SCALE 2X 


[село]! 


4.250 
ВЕР 


Еее. | | PH | DART AEROSPACE USA, INC 
DRAWN A PORT HADLOCK, WA 


REV. H 
EE SHEETS OF 8 
fareroveo LA | 


TITLE SCALE 
DEAPPR. __| —№ |412 FLOAT SKIOTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08.08.20 тез DOCUMENT iS PRIVATE ANO COMP DENTIA, AND IS SUPPLIED ON тне EXPRESS CONDITION THAT 15 
UO. NOT TO BE USED FOR ANY PURPOSE оя COPIED OR COMRANGATLO TO ANY OTHER PERSON WITHOUT 
WRITTEN PERSSON FROM DART AGRESPACE USA. DIC 


4.000 
2.000 


20.000 
5 EQ. SPACES 


4.000 PITCH 
2.79 


DRILL 84 (20.209) 


APL 4.000 


2.000 


DRILL THRU 21/64" (20.328) 
9PL 

CSINK 20.438 x 45° 

(BOTH SIDES) 


20.640 


DRILL 20.297 
10 PL 


03391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


INSTALL 
AELS-1032-225 
AFTER FINISH 

10 PL 


DETAIL D 


03566-13 GASKET 


03564-13 
WEARSHOE 


5 


03391-011 ASSEMBLY DETAIL 


AdO dOH 
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m 
d 
D 
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о 
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АНОМ ОН 


О 


m 
03391-014/. 


ату - 
011 


wl 
-021 FWD TUBE ASSEMBLY PARTS LIST 


QTY - | PART NUMBER 
021 


DESCRIPTION 


D3391-011 


FWD TUBE ASSEMBLY 
D3391-021 


— |FWD TUBE ASSEMBLY 


D6013-047 
D3401-041 
D3564-13 
D3566-13 
D3670-4200 
D3672-1 


FWD TUBE 
TOW CAP 
WEARSHOE 
GASKET 
SPACER 
WASHER 


AN3C4A 


BOLT 
AN960C10L 


WASHER 
INSERT, 
INSERT 


E ӨРМЕ 


8.000 


DRILL #4 (20.209) 
4PL 


DRILL 20.297 
C'BORE 20.430 X 0.040 
THIS LOCATION ONLY 


2PL 0.500 


DRILL THRU 21/64" (20.328) 
4PL 

C'SINK 20.438 x 45% 

(BOTH SIDES) 


7.25 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 
4PL 
INSTALL 
AELS-1032-130 
THIS LOCATION ONLY 
AFTER FINISH 
2PL 


DETAIL О 


20.640 


DRILL 60.297 
10 PL 


03391-021 DRILLING DETAIL 


INSTALL 
AELS-1032-225 
AFTER FINISH 

10 PL 


D3566-13 GASKET 


AN3C4A BOLT 


AN960C10L WASHER 
6 PL 


SEAL WITH 
SIKAFLEX-241/-291 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
4PL 
D3401-041 
TOW CAP 


DETAILD 
SCALE 2X 


ы. 


03564-13 


WEARSHOE Ш 


03391-021 ASSEMBLY DETAIL 


DEAPPR | “C ]412FLOATSKIDTUBE 


DRILL @0.297 

СВОВЕ 490.430 X 0.040 
THIS LOCATION ONLY 
2 PL 


7.25 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


INSTALL 
AELS-1032-130 

THIS LOCATION ONLY 
AFTER FINISH 

2 PL 


AN3C4A BOLT 
AN960C10L WASHER 
6 PL 


om 


КЕМ. H 
SHEET 4 OF 8 


SCALE 


COPYRIGHT @ 2005 BY DART AEROSPACE USA. INC 
TIS PRISA и 


CONFIDENTIAL ANDIS 


DISTANCE ТО 
FWD END ОР 
D3389-1 WEB 

4.94 


Y 


DRILL THRU 21/64" (@0.328) 
DETAIL J 
SCALE AN CSINK 20.438 X 45? (BOTH SIDES) 


D3391:013 ASSEMBLY DETAIL 
12PL 


INSTALL 


WELD INTO PLACE 
& GRIND FLUSH 
D3681-1 SPACER (BOTH ENDS) 


<5) 
DRILL 20.297 
AFTER FINISH 
TYP 


SECTION HH 12PL 
SCALE 5X 


GL 1.237915 


= 
A 
= 
= 
= 
д 
2 
= 
' AS 


CINAWY 


3'MID TUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 


INSTALL AELS-1032-130 INSERT 


REMOVE 0.030 
FROM TOP AND BOTTOM 


TO 3.610 


8 А 
SCALE 5X 


03391-013 MID TUBE ASSEMBLY 


D2500-1-100 EXTRUSION 


WASHER 


SCALE NONE 
AELS-1032-130 
ALS4-428-165 
ANSE0CiOL ^ 
ANS60C416L —— 
MS27039C1-09 
MS27039C4-08 


DRILL 20.391 
INSTALL ALS4-428-165 INSERT 


М527039С4-08 SCREW 
D3672-3 WASHER 
D3391-013 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


ANS60C416L WASHER 
AFTER FINISH 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


4PL 


SECTION L-L 


SCALE 5X 


REFER TO 


DETAIL К 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 


TO 3.800 
(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
MS27039C1-09 SCREW 

D3672-1 WASHER 

АМ960С101. WASHER 

AFTER FINISH 

4PL 


SECTION MM DRILL rr SECTION LL-LL 
SCALE 5X 


SCALE 5X 


DISTANCE TO 
END OF WEB 
4.19 

REF 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08.08.20 ts DOCUMENT 6 PRIVATE AND CONFIDENTIAL AND i SUPPLIED ON төс K APHESS CONDITION THAT (T 18 


NO! TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC. 


i 10.500 
DISTANCE ТО 1 REFER TO 
FWD END OF БЕТАНСІ 
03389-1 МЕВ 
4.94 


Y 


DISTANCE TO 
he END OF WEB 
REFER TO 4.19 
x DETAIL K 
DETAIL J 
SCALE 4Х 


REF 
DRILL THRU 21/64" (20.328) 


DETAIL K 
CSINK 00.438 X 45° (BOTH SIDES) 


SCALE 4X 
5PL 
D3391-023 ASSEMBLY DETAIL 


INSTALL 


WELD INTO PLACE 
D3681-1 SPACER 


& GRIND FLUSH 
(BOTH ENDS) 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 

DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
ТҮР ТО 3.610 

SECTION G-G SECTIONH-H — 5PL SECTION X-X 

SCALE 5X SCALE 5X 


SECTION Y-Y 
SCALE 5X SCALE 5X 


Й 
{© 
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аоов 


к<3391-023 MID TUBE ASSEMBLY PARTS LIST 
PART NUMBER DESCRIPTION 


‚ 03391-023 MID TUBE ASSEMBLY 


771 D2800-1-100 . | EXTRUSION 
D3389-1 WEB 


SPACER 


AELS-1032-130 INSERT 


[pesen | PH | DART AEROSPACE USA, INC 
вана "| ^5 ] 


PORT HADLOCK, WA 
D3391-023 MID TUBE ASSEMBLY 


снескео — | A — |DRAWNGNO. REV. H 

МЕД. АРРА. | 76, |03391 SHEET6 OF 8 

APPROVED p. THLE 

1) MATERIAL: MAKE FROM 02500-1-100 EXTRUSION ER Gnd 
2) INSTALL 03389-1 WEB ТО OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 

3) WELDING: PER DART QSI 004 | 


DE APPR. | < |412 FLOAT SKIDTUBE 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
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MACHINE CONSTANT 


DETAIL S 

P 

"P edes 
N Н В 


` TAPER FROM 3.750 
TO 93.200 


CHAMFER 
30%Х0.060 DEEP 


DIST TO CENTER OF BEND 
VIEW BB-BB 
SCALE 4X 


DRILL #4 (20.209) 


88.93 


DETAIL V 
SCALE 6X 
D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 
0.200 


— H 0.68790 


-0.000 


afans 


ми ја 


iv OL LJ: 


ома 


60.062 


= 
5 
= 
= 
= 
~ 
“= 
= 
€ 
& 
. ~ 
ken | 
2 
e 
m 


ә ATION 


SECTION М-М SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


INIWANAN 


AdO 


ter w Ee пи E E РУМ ЧИНИН NC 


RELEASEN 


резом | PH | DART AEROSPACE USA, INC 
5 DRAWN AUS 
VIEW W-W | 
DETAIL S 


PORT HADLOCK, WA 
DRAWING NO. REV. H 
MFG. APPR. /< 
APPRovED | Al 
SCALE 4X 


SHEET7 OF 8 


DATE 


08.08.20 


4 
R30.022.0 


2 1 
36.000 
9 EQ. SPACES 
4.000 PITCH 


= 


4,240.25 
D 
DRILL THRU 21/64" (20.328) ORILL THRU 21/64" (20.328) 
14 PL р 4 РЕ 
91 ВЕР ORILL 20.297 CSINK 20438 X 45° 91 ов арт CSINK 000.438 X 45° 
DISTANCE BETWEEN НОГЕ АМО 2691. (BOTH SIDES) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
TANGENT POINT 53.7 TANGENT POINT 53.7 


03391:015 BENDING AND DRILLING DETAIL. 
(SEE CBORE DETAIL BELOW) 


D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 

INSTALL 03670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
‘GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


— 22 


РА сва 
ce (NO CBORE) 
D3553-1 


GASKET 


03553-3 
GASKET 


с 
(МО СВОВЕ) 
D3553-1 
GASKET 
D38373 D3537-1 
WEARPAD 03537-7 
WEARPAD WEARPAD 
(SEE TABLE) AN3C5A BOLT АМЗСЅА BOLT AN3C4A BOLT 
AN960C10L WASHER AN3C4A BOLT peek МА AN960C10L WASHER 
Mai AN960C10L WASHER 4PL 
4PL 

D3391-015 


25 ASSEM 
AFT TUBE ASSEMBLY 
D3391-025 


(SEE TABLE) 
AFT TUBE ASSEMBLY 


D2646 AFT CAP 


SEAL WITH 


SIKAFLEX-241/-291 B 
TYP i 
DRILL @0.391 
CBORE 00.516 X 0.040 DEEP ы 
INSTALL ALS4-428-165 INSERT 
= 4PL ° 
Z S N 
НЕ 5 4 : 
AELS-1032-130 INSERT 
[12 SECTION YU 


AN3C4A BOLT 
03672-1 WASHER 
AN960C10L WASHER 
AELS-1032-225 INSERT ЕСТІОН SECTION CC-CC 2PL DETAIL T 
ALS4-428-165 SCALE 3X SCALE 3X SCALE 4X 
АМЗСАА. BOLT 
АМЗСБА BOLT 
AN960C10L WASHER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
A 


QTY QTY CBORE РМ 
03391-015 | 03391-025 


15 
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SHEET8 OF 8 
APPROVED | -И-. |ттЕ SCALE 
= DEAPPR. | E |412 FLOAT SKIDTUBE мта 
= DATE COPYRIGHT © 2005 ВУ DART АЕНОЗРАСЕ USA, INC 
d KS 08 08 20 1945 DOCUMENT IS PRIVATE AND CONFIDENTIAL ANO (Š SUPPLIED ON THE EXPRESS CONDITION THAT IT S 
T Z 06. Cr TO BE USED FOR ANY PURPOSE OR COMED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
25 pip eet Ка 
£o 
= 
mo 
42 
< 


Page 1 of 1 


Jason Murdoch 


From: Jason Murdoch [jmurdoch@dartaero.com] 
Sent: June 22, 2009 2:19 РМ 

To: ‘Peter Hum' 

Сс: "Melanie 

Subject: КЕ: 03391-025 ай tube 


10-4 that's what | was thinking as well. 
Thank you very much. 


Jason Murdoch 


Qc. Coordinator 


jmurdoch@dartaero.com 


From: Peter Нит [mailto:phum@dartaero.com] 
Sent: June 22, 2009 2:08 PM 

To: 'Jason Murdoch' 

Cc: 'Melanie'; 1 Lacelle' 

| Subject: RE: D3391-025 aft tube 


Jason, 


I had a look at the parts affected...... Рт аі a 1055 to figure out what happened. You are correct, the aft сар 15 
non-structural. 


The deviation on the location for the aft cap mounting is acceptable. However the float bag hole locations MUST 
be per drawing. 


Peter 


From: Jason Murdoch [mailto:jmurdoch@dartaero.com] 
Sent: Monday, June 22, 2009 12:48 PM 

To: 'Peter Hum' 

Cc: 'Melanie"; 'L Lacelle' 

Subject: D3391-025 aft tube 

Importance: High 


Hi Petey, 

Do you mind going to see Jamie Rainey in the skid dept. He somehow drilled the aft cap holes, 0.140" too far. 
back. The aft cap still fits in the hole, but due to the way the jigs locate, it will move the bag holes aft the same 
way. This can also be corrected by measuring off the aft saddle hole 7", and starting form there. 

Let me know, and please see him as soon as you can, | do not see this as being scrap, nor a structural 
investigation, but | cannot accept this as it is out of my tolerance. 

Thanks, 


Jason Murdoch 


Qc. Coordinator 


jmurdoch@dartaero.com 


23/06/2009 


Deet, 


